Amendments to the Specification 

Please amend the specification as follows: 

On Page 1, after the title (line 1), please insert the following heading: 
5 BACKGROUND OF THE INVENTION 

On page 2, after line 21, please insert the following heading: 

SUMMARY OF THE INVENTION 

10 On page 2, please replace the paragraph beginning at line 23 with the following rewritten 
paragraph: 

An object of the present invention is to provide a novel technique allowing a simple and ac- 
curate positioning of bolts, bolt fixtures or fittings within a fibre reinforced structural element 
at predetermined positions or locations and with an accuracy acceptable within the industry 
15 including the house-building, ship-building and wind mill industry such as an accuracy of +/- 
1mm variation of the location of a specific bolt, bolt fixture or fitting or even a lower varia- 
tion such as a variation of +/- [[0,5mm]] 0.5 mm . 

On page 3, please replace the paragraph beginning at line 4 with the following rewritten para- 
20 graph: 

It is a ftirther feature of the present invention that the method and technique according to the 
present invention allows bolt fixtures, bolts or fittings to be located at specific locations and 
fixated within a fibre reinforced structural element in solid and high-load bearing casing cas- 
ings . 

25 

On page 4, please replace the paragraph beginning at line 16 with the following rewritten 
paragraph: 

According to the basic teachings of the present invention, the individual bolt fixture, bolt or 
fitting is pre-positioned in a casing within a bolt fixture, bolt or fitting assembly. The assem- 
30 bly itself is composed of a core element which is accurately positioned relative to the bolt fix- 
ture, bolt or fitting and in a separate production process step fixated relative to the bolt fix- 
ture, bolt or fitting in a pulltrusion process. It is to be emphasised emphasized that the fixa- 
tion of the core element and the bolt fixture, bolt or fitting relative to one another does not 
necessitate a linking between the core element and the bolt fixture, bolt or fitting as the core 
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element and the bolt fixture, bolt or fitting are mechanically fixated to the circumferentially 
encircling casing produced in the puUtrusion process, however the co-operation between the 
core element and the bolt fixture, bolt or fitting provides the necessary accuracy of position- 
ing and fixation of the bolt fixture, bolt or fitting in the final structure. As will be described 
5 in greater details below, the use of the puUtrusion process for the production of the bolt fix- 
ture, bolt or fitting assembly allows the bolt fixture, boh or fitting assembly to be manufac- 
tured in a specific metrical configuration promoting or ensuring the int e ntional intended posi- 
tioning of the individual bolt fixtures, bolts or fittings within the final fibre reinforced struc- 
tural element. The production of the bolt fixture, bolt or fitting assembly also ensures the 
10 necessary load-bearing capability of the individual bolt fixture, bolt or fitting due to the puU- 
trusion process used for the fixation of the bolt fixture, bolt or fitting relative to the core ele- 
ment within the individual bolt fixture, bolt or fitting assembly. 

On page 5, please replace the paragraph beginning at Une 24 with the foUowing rewritten 
15 paragraph: 

The technique of mounting the one bolt fixture, bolt or fitting on the one end part of the core 
element may be easily accomplished provided the core element b e configurat e d is configured 
including a recess, a bore or having a protruding part such as a fitting configurat e d configured 
for the reception of the bolt fixture, bolt and fitting. According to a particular advantageous 

20 embodiment of the method according to the present invention, the elongated core element is 
provided with respective end parts for receiving a total of two bolt fixtures, bolts or fittings at 
opposite ends of the core element and the method according to the present invention conse- 
quently also comprises in steps ii) and iii) mounting and fixating two bolt fixtures, bolts or 
fittings at the respective end parts of the core element of the subassembly and comprises in 

25 step iv) machining the subassembly circumferentially encircled within the casing of the rein- 
forcing fibres and the cured resin into two halves each constituting a bolt fixture, bolt or fit- 
ting assembly. 

On page 8, after line 25, please insert the following heading: 
30 BRIEF DESCRIPTION OF THE DRAWINGS 

On page 8, please replace the paragraph beginning at line 30 with the following rewritten 
paragraph: 
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Fig. 1 is a partly sectional, perspective and schematic view of a first embodiment of an as- 
sembly from which two bolt fixture, bolt or fitting assemblies [[is]] are produced. 

On page 11, before line 1, please insert the following heading: 
5 DETAILED DESCRIPTION OF THE INVENTION 

On page 1 1 , please replace the paragraph beginning at line 20 with the following rewritten 
paragraph: 

In Fig. 2, a pulltruder is designated by the reference numeral 30 in its entity entirety and de- 
10 livers from its output a pulltrusion rod 32 i.e. a rod of circular cylindrical cross-sectional con- 
figuration made from resin such as a polyester, vinyl ester or phenol or epoxy resin in which 
reinforcing fibres such as glass fibre, carbon fibre or kerval Kevlar® fibres are embedded. 
The pulltrusion rod or body 32 is cut into individual elements one of which is designated by 
the reference numeral 12 by means of a cutter illustrated schematically as a saw 34. At oppo- 
15 site ends of the body or rod 12, conical end parts are produced by means of a machining de- 
vice such as a cutter 36 illustrated schematically in Fig. 2. The cutter 36 produces the conical 
end parts designated by the reference numeral 20 at opposite ends of the core body 12. 

On page 1 1, please replace the paragraph beginning at line 31 with the following rewritten 
20 paragraph: 

In a further step of the method of producing the assembly 1 0 shown in Fig. 1 , bolt fixtures 22 
are positioned at opposite ends of the core element [[20]] 12 as is illustrated in Fig. 3. 

On page 14, please replace the paragraph beginning at line 18 with the following rewritten 
25 paragraph: 

The ability of positioning the individual bolt fixture assemblies in an orientation different 
from a rectilinear orientation is illustrated in Fig. 7 as three individual bolt fixture assemblies 
combined into a structure in its entity entirety designated by the reference numeral 70 is 
shown and including three bolt fixture assemblies positioned having the concave surface 14 
30 of one bolt fixture assembly receiving [[in]] the convex surface 16 of the adjacent bolt fixture 
assembly in an overall angular orientation. The fibre reinforced structure encasing the com- 
posite structure shown in Fig. 7 is designated the reference numeral 72. 
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